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Abstract o .
The NSLS-1I storage ring lattice magnets have stringent C. Spumm' F. DePacla, W. (-EIO. A. Jain, 8. Ozaki, S. Sharma, J. Skaritka
field harmonies requirements in order to achieve its per- NSLS-11, Brookhaven National Laboratory, Upton, NY 11973 U.S.A
formance requirements for beam emittance, dynamic aperture, e
and beam life time. Approximately 1000 of these magnets were
built with very tight machining and assembly tolerances of the
order of 10 um. The pole profiles and shimming of the poles
were guided by 3-D nonlinear magnetic field analyses. Various
field anomalies found during the magnet production were also
identified and corrected by detailed 3-D field analyses and mag-
netic measurements. In this paper we present case studies of
various field harmonics optimization for the NSLS-11 magnets

Introduction

T'he National Synchrotron Light Source 11 (NSLS-11) under con-
struction at Brookhaven National Laboratory will be a state-of-
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Dipole Matching
he 35mm dipole design is unique. A ‘nose’ was
added 1o the end of the yoke to for the following:
« Save radial space
« Increase the integrated field.

the offset disappeared.
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reduced to the 0.2 unit range.
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pole terms.
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